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2 Work.Order ID 88978 РЕТТЕ —_— TN Mn 
August 14. 12 7: 33: 43 AM 88978 | age 


E ) Item ID: D206-667- I0OITRN Accept *Nonnnan 1 nn* Setup Start *N Q 4 * m 


Revision ID: 


| "i ItemName: Crosstube Turning Detail з Stop * N S 9 * 
Start Dáte: || 14/08/2012 Start Qty: 1.00 4% Cust Item ID: | 
Required Date: 28/08/2012 Req'd Oty: 1.00 *4 * Customer: 
Reference: 
22 ЕЕН КЧ EAS x | oc РЕ 17 i Run Start k * 
— 
Approvals: Process Plan: _ Мыш Рае: \2.] 0%; 1 4 Tooling: A 2-5 Date; 0 N R 1 
| Stop 
оС: <a Dat: ______ SPC(Y/N): a А *NR^2* 
Sequence ID/ : a ` Operation | mE Set Up/ 7 І Tool І) Тооі# Plan | Accept Ў Reject Ў Reject Insp. 
Work Center ID p | Description... Run Hours Code Qty Qty _Number _ Stamp 
| Draw Nbr jn Nb | 
| D206-667-141 | 
100. > n" = ES 
* 4 nn* MORF'SEIKI CNC LATHE LARGE : Я 
Mori Seiki ME, 2 0.00 Ө. 
Mori Seiki CNC Lathe Large 206 1 zu tube with sand & install plugs DT8534 on both ends as per Folio FA083 
Ж 2- A. first side as per Folio FA083. 
| 3. -Blend transition lines бі, **do nót sand whole tube**: 
FOLIO: REV: 
DWG REV: 
Teva *Usë mill, bastard file, brush file repeatedly with file card. 
| *Do hot use sandpaper coarser than 320 grit. 
i E f 
110 ОСІ- Inspect dimensions to dimension sheet 0.00 
*410* | | ( (b 
QC Memo 0.00 І 


Quality Control Ni? L 


Work Order: 554 di З 


Landing Gear 


Е Bending 


|| Centre Not Concentric to O/S 


і g Cracks 
Ш Crushed/Crimped. 
E Cuffs 
|| Heat Treat 


E Inspection Strip in Tube 


Е Ripples іп Bend 
Torque Waves in Extrusion 


|| Turning Sequence 
Ж Wave/Twist in Tube 


H:/FORMS/Quality Assurancelapproved QA/NCRWO Rev G 


+ й "a 
хф. Date: -= 


WORK ORDER NON-CONFORMANCE / UPDATE ČC Ж do it 
QA Closed: CA Date: 


DISPOSITION 


Work Order Update 


General 
ШЕ Bend 
| [BOM/Route | 
ш Broken/Damaged 
Burrs 
м Contamination 
m Countersink 
Е Cut Too Short 
Ж Drill Holes 
E Drawing 
m Finish 
| [Folio 


AGAINST DEPARTMENT/PROCESS 


Skid-tube Crosstube [a Water Jet Engineering 

Machining Small Fab| | Prod. Eng. Coor. Quality 

Thermoforming Finishing Ш Rec/Store/Packaging Other 
Large Fab Composite Ш Supplier 


9-5 


Ue? 


Алы жай ts 


FAULT CATEGORY 


B Grain Ovalized Pressure/Forced 
E Hardware Over/Under tolerance Temperature/Cure 
|| Inspection Incomplete Part Incorrect Weld 

E Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
м Maintenance Part Moved 

|| Mislabeled Positioned Wrong 

Е Міѕгеаа 2 Power Loss/Surge К Other 

ШЕ Offset Малд) е CIEN 

Ж Out of Calibration wo + MA- (БУА ООО 
= Out of Sequence 

E Outside Dimensions 


*, 


« 


"Work Order ID 88978 


August-14-12 7:33:43 AM 


Item ID: D206-667-101 TRN 


*М900040100* s s 16,4% 
Revision ID: с i 
Item Name: Crosstube Turning Detail Stop Ж N a 9 * 
Start Date: 14/08/2012 Start Oty: 1.00 KAR Cust Item ID: 
Required Date: 28/08/2012 Req'd Qty: 1.00 * 4 * Customer: 
Reference: 
і a = r tnc A ео Run Start д * 
Approvals: Process Plan: Па __ Tooling: К Date: 2 E N R 1 
Stop 

QC: _ "ER Рае: | _ SPC(Y/N): Date: *N R ры 
Sequence ID/ Operation m Set Up/ ToolID | Tool? Plan Accept Reject Reject Insp. ||| 
Work Center ID „Description Run Hours Code Qty Qty Number Stamp 
120 or А 0.00 
*49 n* | MORI SEIKI CNC LATHE LARGE 
Mori Seiki Memo 0.00 i 


Mori Seiki CNC Lathe Large 


1-Тшп second side as per Folio FA083 


2-Blend transition lines only, **do not sand whole tube**: 
*Use mill bastard file, brush file repeatedly with file card. 
*Do not use sandpaper coarser than 320 grit. 

FOLIO REV: 

DWG REV: 


3-Remove sand and plugs 


130 OCI- Inspect dimensions to dimension sheet 0.00 
%420% 
QC Memo 0.00 
Quality Control 


mm 
12/66 


ООА: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE т 
QA Closed: Date: 

DISPOSITION AGAINST DEPARTMENT/PROCESS 
Work Order: 
Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Doc/Data | 
Equip/Tooling — | 
Operator 
Material 
i Е 
Unapproved | 


FAULT CATEGORY 
Landing Gear General. 


їв Вепаїпв в Bend ( м Grain Ovalized Pressure/Forced 
E Centre Not Concentric to O/S mi BOM/Route a Hardware Over/Under tolerance Temperature/Cure 
m Cracks м Broken/Damaged m Inspection Incomplete Part incorrect Weld 
М Crushed/Crimped. || Burrs Е Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
a Cuffs ш Contamination Ш Maintenance Part Moved 
и Heat Treat = Countersink n м Mislabeled Positioned Wrong 
= Inspection Strip in Tube || Cut Too Short Misread Power Loss/Surge || Other 
|| Ripples in Bend m Drill Holes і и Offset 
Е Torque Waves іп Extrusion || Drawing у Е Out of Calibration 
|| Turning Sequence E Finish a Out of Sequence 
E Wave/Twist in Tube : м Folio E Outside Dimensions 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev С А. і 


МЖ“ 


4 


f 
< 


© Work Order ID 8897 
и M. 


_*88978* 


D206-667-101TRN 


Accept 


Item ID: *NONMA4N1 nar Setup Start *NS 1 * 
Revision ID: і ` 
Item Name: Crosstube Turning Detail Stop ж N S 9 * 
Start Date: 14/08/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 28/08/2012 Req'd Qty: 1.00 * 4 * Customer: 
Reference: 
mun, ERITREA E 7 i E ee KC Run Start Ж * 
Approvals: Process Plan: Date: Т Tooling: o Date —À N R 1 
Stop 

QC: AZ Date 2222 8РС(Ү/М): Date m * N R 9 * 
Sequence ID/ Operation | | | Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 QC8- Inspect parts - second check 0.00 
*440* AVS 7 fl -) ИИ 
QC Memo 0.00 
Quality Control 
145 0.00 
*1AR* 
Crosstubes Memo 0.00 
Crosstubes GRIND ONLY TRANSITION LINES SMOOTH LONGITUDE WAY. [2c 12 YA 7 f, 4 
150 0.00 
*4 K0N* 
HandFXtube Memo 0.00 


Hand Finishing Crosstubes 


Page 3 


1- PRESSURE WASH X-TUBE INSIDE AND OUT 


2- ACID ETCH X-TUBE INSIDE AND OUT. USE RED SCOTCH BRITE 


(F Jaan | 


ООА: Date: `> 


WORK ORDER NON-CONFORMANCE / UPDATE M 
QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Water Jet 
Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Engineering 
Quality 
Other 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Part No. 


NCR No. 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Oty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Doc/Data 
Equip/Tooling - 
Operator 
Material 

Setup 

Other 

Process 

Supplier 

Training 
A I C AME duce EA LIII MEUM PEINE 


FAULT je = FATTER OSOS 


Landing Gear General 


|| Bending 


|| Centre Not Concentric to O/S 


|| Cracks 

|| Crushed/Crimped. 

|| Cuffs 

Ш Heat Treat 

|| inspection Strip т Tube 
= Ripples in Bend 

|| Torque Waves in Extrusion 
Bi Turning Sequence 

E Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


E Bend 


| |BOM/Route 

|| Broken/Damaged 
Burrs 

м Contamination 

б Countersink 

Ш Cut Too Short 

Ri Drill Holes 

m Drawing 

м Finish 

| [Folio 


MA Grain 
Е Hardware 


М inspection Incomplete 

и Instructions Incomplete/Unclear 
mi Maintenance 

ІН Mislabeled 


|| Misread 
= Offset 


m Out of Calibration 
|| Out of Sequence 
s Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| [Other 


© Work Order ID 
33:43 AM 


August-14-12 7: 


D206-667-101TRN 


Setup Start 


Item ID: * * 
y Nanan4010n *NS1* 
Revision ID: 
Item Name: Crosstube Turning Detail Stop ж N a 9 * 
Start Date: 14/08/2012 Start Qty: 1.00 KAX Cust Item ID: 
Required Date: 28/08/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
AA бек реа - ie Run Start д * 
Approvals: Process Plan: Date Tooling: Date: —- N R 1 
Stop 
С: : : * * 
Q Date SPC (Y/N) Date Е МІ R 9 
Seguence ID/ Operation Set Up/ Той № Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 ОС5- Inspect part completeness to step on W/O 0.00 
ж * NS 
7 9-5. 
Quality Control 
170 0.00 
Packagi + - 
*470N* ackaging Wo Z/s ГАР. 
Packaging Memo 0.00 
Packaging Identify and stock in kanban rack Location: | abe 
180 QC21- Final Inspection - Work Order Release 0.00 j2 / Jo ) / 7 
*4QN* 
ос Мето 0.00 - 


Quality Control 


DQA: Date: 


WORK ORDER NON-CONFORMANCE / UPDATE ` 
QA Closed: Date: 


NCR: Yes / No 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


b FAUTCATEGORY ‘“‘( CO; CATEGORY 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Part No. 


Landing Gear General 
Ш Bending E Bend 
| [Centre Not Concentric to O/S м BOM/Route 
| [Cracks | |Broken/Damaged 
|| Crushed/Crimped. B Burrs 
Ж || Cuffs E Contamination 
5 ` | [Heat Treat | [Countersink 


|| Cut Too Short 


|| Drill Holes 
в Drawing 
[Finish 

m Folio 


| 
Я 

| || Inspection Strip in Tube 

| E Ripples in Bend 

4 || Torque Waves in Extrusion 

|| Turning Sequence 

| | А Pu Wave/Twist in Tube 
H:/FORMS/Quality Assurancelapproved QA/NCRWO Rev G 
| Мей 


|| Grain 

|| Hardware 

a Inspection Incomplete 

м Instructions Incomplete/Unclear 
|| Maintenance 

| |Mislabeled 


Ш Misread 
m Offset | 


Ж Out of Calibration 
сі Out of Sequence 
A Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| [Other 


. —Picklist Print E 
- August-14-12 7:33:47 АМ | 2d 
Work Order ID: 88978 *20078* | ынаны | Toe A 9 i 

Parent Item: D206-667-101TRN *M9 06-667-1 0 4 TR N * 


Parent Item Name: | Crosstube Turning Detail Start Date: 14/08/2012 Reguired Date: 28/08/2012 
Start Oty: 1.00 Reguired Oty: 1.00 
Comments: IPP Rev:A 08-03-06 new issue DD verified by:ec 
IPP Rev B 08.04.02 remove polish EC verified by: DD 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Огу оп Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D6001-105 Manufactured No 110 Each 16.0000 1 1 


*76001-105* жж 


Crosstube, Material 


Location Loc Qt Loc Code 


ООА: Date: Е 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE ME. 
QA Closed: Date: 


DISPOSITION | AGAINST DEPARTMENT/PROCESS 
Work Order: 


Rework Skid-tube| Crosstube Í Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng, Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT AULT CATEGORY, 000000000002 


D 


Landing Gear General 

Ш Bending Вепа Grain Ovalized Pressure/Forced 

М Centre Not Concentric to O/S m BOM/Route Ji Hardware Over/Under tolerance Temperature/Cure 

Ш Cracks и Broken/Damaged E Inspection Incomplete Part Incorrect Weld 

|| Crushed/Crimped. я Burrs ] Ш Instructions Incomplete/Unciear Part Lost/Missing Wrong Stock Pulled 

Ж Cuffs 4 m Contamination || Maintenance Part Moved 

Ei Heat Treat ЖАШ E Countersink Ш Mislabeled | | | Positioned Wrong 

|| inspection Strip in Tube || Cut Too Short p Misread й > Power Loss/Surge m Other 

|| Ripples in Bend || Drill Holes E Offset 

|| Torque Waves in Extrusion = : L- p, ` " m Out of Calibration 

E Turning Sequence ini UMS аы і : Out of Sequence ` 

| |Wave/Twist in Tube З Г Olio. 0 | [Outside Dimensions. 
H:/FORMS/Quality Assurancelapproved QA/NCRWO Rev G | d | ій | 
о AR ` | і 5 ; | 


EN н а 
= М uem a 


DART AEROSPACE LTD 


Work Order: | 92998 | 


UPRO CRIA EIA 
| Description: Crosstube Assembly (206B High Fwd | Part Number: D206-667-141 
TRIO O AA 
Inspection Dwg: D206-667-141 Rev: C LT Pagetof2 


FIRST ARTICLE INSPECTION CHECKLIST 


Inspection Sheet 
Drawing Dimension 


2.240 +0.005/-0.000 | 2 
2.114 +0.005/-0.000 © 
| 


2.234 


о 
3 
^ 
{ 


eweg 


222194 %0.005/-0.000 


%/-0.010 
%/-0.010 
%/-0.030 


8 | 24 


< 
і 


H:\FORMS\Quality Assurance\approved OAWFAlxtube Rev C ^ - 


DART AEROSPACE LTD Work Order: | 22996, | 
ASES AAA тасы 
Description: Crosstube Assembly (206B High Fwd D206-667-141 
p icc E 


Page 2 of 2 


inspection Dwg: D206-667-141 Rev: С 
WALL THICKNESS MEASUREMENT 


— — READING 1 
READING 2 

---- READING 3 
READING 4 
READING 5 

----- READING 6 


TOLERANCE 
| READING 1 


READING 3 


L= $ 90 
READING 4 
READING 5 
L= 26 
READING 6 
=O 


READING 7 


Calibration Result 
Actual Block Thickness: «|00 - 256 
Sitescan 250 Measured Thickness: 100 750 


Date 0 
06.10.24 | New Issue ___(P/O 0206-667-101 
09.12.14 | Dwg Rev updated 
12.06.04 | Wall thickness form added 


орі» 


H:\FORMS\Quality Assurancetapproved QAYFAlxtube Rev С 


-141 


A 
X D206-667-141 CROSSTUBE ASSEMBLY (2068 HIGH 


CROSSTUBE 


UPPORT 
UBBER CUSHION 

AMP (OR MS21920-21) 
VET (OR NAS9302B-4-8 


о 


2 


023 
ADHESIVE (TEXTRON/BELL SPEC. 299- 
947-100, ТҮРЕ Il, CLASS 2 ADHESIVE 


GENERAL NOTES: 


1) MATERIAL: MANUFACTURED FROM D6001-105 
FINISHED LENGTH = 93.180.020 
FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
PAINT OUTSIDE PER DART QSI 005 4.2 
TOLERANCES ARE PER DART QS! 018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER "D206-667-14 1" AND BATCH NUMBER ON 
INSIDE OF CUFF USING VIBRATING STYLUS. 
WEIGHT: 11.3 lbs * 
PART IS SYMMETRIC ABOUT CENTERLINE. 
RUN CUTTER OFF PART WHERE INDICATED. BLEND OUT EDGE LONGITUDINALLY, 
TRANSITION SHOULD BE SMOOTH. 

10) BEND PROGRESSIVELY WITH A MINIMUM OF 12 PASSES. MAXIMUM TUBE FLATTENING DUE 
TO BENDING IS 6*6 BASED ON O.D. 

11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSS TUBE PER 051 038. 

12) INSTALL 02891-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER 
QSI 015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 

13) INSTALL MS21920-20 CLAMPS (OR -21) WITH D3595-063-395 RUBBER CUSHIONS TO SECURE 
THE D2891-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMP MECHANISMS 
ARE LOCATED ON CROSSTUBE SUPPORTS. 

14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 

. OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS 
SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. 

15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN 

SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


stop COPY 

RETURN TO 
ENGINEERING —— 
UNCONTROLLED Md 

SUBJECT TO AMENDMEN 


WITHOUT о | 
WORK ORDER ALT 


Е. end 


DEO ATTACHED 


99 ((-© (5, 
11.09.26 


UND EVIEW 
2,72, 1 


ОБА) 


© REVISE GENERAL NOTES/PART LIST (ZN 07-1); RF 08.11.06 
REORGANIZED VIEWS AND REFORMATTED DRAWING 
TO CURRENT STANDARDS. 
D3595-063-385 WAS D2856-400-694 (ZN D6-2 & A5-2); 
REMOVED REF. & ADD TOLERANCES (ZN C4-3, C5-3 & 
D3-3); RELOCATED FLAG #6 (ZN A8-3) PER NCR 210; 
MOVED TURNING DETAIL & UPDATED TOLERANCE TO 
SHEET 4. . 


Nal 07.26 ` 


ADD HOLES AND NUT PLATES FOR COMPATABILITY 
WITH BHT/AA SKUDTUBES 


[А [м 2-71 


. 


оа ONTARIO, CASA D 
[4 | 


CHECKED 


ШЕ; 
[areroveo | 2 [nne 
[DEAPPR | $ 
PATE 08.11.06 ЕЕ СИНКО 


k 7% 2 1 


DRAWING NO REV. C 
EZ. |D206-667-141 SHEET 1 OF 4 
Е APPR. 


CROSSTUBE ASS'Y (206B HIGH FWD) 


COPYRIGHT © 2000 BY DART AEROSPACE LTD 


SCALE 
NTS 


тёз DOCUMENT ІВ PRIVATE AND CONFIDENTIAL AND IS SUPPLITD Он THE EXPRESS CONDITION THAT 1718 
NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 


Am 


D2873-043 
NUT PLATE 


MS20601AD4W8 
RIVET, 4 PL 


С6-2 


VIEW А-А: CUFF DETAIL 


SCALE 4x 


D2891-1 SUPPORT 


2PL 


MS21920-20 CLAMP 


4PL 


D3595-063-395 
RUBBER CUSHION 
4 PL, (UNDER CLAMP) 


D206-667-501 


D206-667-141 


ASSEMBLY DETAIL 
(VIEW LOOKING FWD) 


D2873-045 
NUT PLATE 


[135 [1855 


MS21920-20 CLAMP REF 


MS20601AD4W8 
RIVET, 3 PL 


D2891-1 SUPPORT REF 


ж D3595-063-395 


RUBBER CUSHION 
REF 


os2 SECTION B-B 


SCALE 5X 


eco 41-615 
0.01.2 


UND EVIEW 


JU) 


D2873-043 
NUT PLATE 


DEO ATTACHED 


MS20601AD4W8 


pibe RIVET, 4 PL 


NUT PLATE 


MS20601AD4W8 


\— 90° REF 
RIVET, 3 PL S 


c32 VIEW C-C: CUFF DETAIL 
SCALE 4X 


pesen | 4 | DART AEROSPACE LTD 
JORAWN | "RE | HAWKESBURY, ONTARIO, CANADA 
IcHeckeo | g DRAWING NO. REV. С 
e әз ЗАЛ 
[aperoveo | 747 | me SCALE 
MC | CROSSTUBE ASSY (206B HIGH FWD) | NTS 


DATE COPYRIGHT © 2000 BY DART AEROSPACE LTD 
08 11 06 THES DOCUMENT 19 PRIVATE AND CONOENTIAL AND ІЗ SUPPUEO ON THE EXPRESS CONDITION THAT 1718 
. . MOT TO EE USED FOR ANY PURPOSE OR COPED OR COMMAAECATED ТО AY OTHEA PERSON WITHOUT 


iS 


PILOT 30.128 
C'SINK @0.225Х100° 
З PL 


21.2010.13 7N 


10.35 REF 
(263mm) 


20.323*0005 

HOLE ТО BE ALIGNED WITHIN £0.001 
OF HOLE ON OTHER SIDE OF CUFF 
2PL 


сєз DETAIL О 
SCALE 4X 
(VIEW LOOKING FWD) 


20.32370095 

HOLE TO BE ALIGNEO 
WITHIN 20.001 OF HOLE 
ON OTHER SIDE OF CUFF 
2PL 


VIEW E-E: 
oss CUFF DETAIL 
SCALE 4X 


G 
26.88 REF, (682mm) 
TO CENTER OF BEND, 
ALONG TOP EDGE 


2 16.27 REF 
(413mm) 
TO START OF BEND 


36.6010.13 


37.37+0.13 
DETAIL D 


08-3 


£N ш 


74.74+0.25 


0206-667-501 


BENDING AND DRILLING DETAIL 


(VIEW LOOKING FWD) 


0.005 
90.3235 900 

HOLE TO BE ALIGNED WITHIN 40.001 
OF HOLE ON OTHER SIDE OF CUFF 
3PL 


PILOT 20.128 
C'SINK 20.225X100* 
4PL 


90.3230 005 

HOLE TO BE ALIGNED 
WITHIN 10.001 OF HOLE 
ON OTHER SIDE OF CUFF 
3PL 


PILOT 20.128 
C'SINK 20.225X100* 


аз VIEW Е-Е 
(VIEW LOOKING AFT, ROTATED) 


REF 


оз SECTION G-G 
SCALE 5X 


DETAIL H 


D1-3 


9:233 VIEW КК 
(VIEW LOOKING AFT, ROTATED) 


PILOT 0.128 
C'SINK 20.225X100* 
3PL 


19.5440.13 


0.005 
20.323 900 
HOLE TO BE ALIGNED 
WITHIN 20.001 OF HOLE 
-Già ON OTHER SIDE OF CUFF 
pea #1 -6 2PL cs DETAILH 


1.0720 SCALE 4X 


DEO ATTACHE (VIEW LOOKING FWD) 


LADD 


0.32370 005 

HOLE TO BE ALIGNED 
WITHIN 20.001 OF HOLE 
ON OTHER SIDE OF CUFF 
2PL 


ox МЕМ: 
CUFF DETAIL 
SCALE 4X 


DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA - 
REV. С 
SHEET З OF 4 
SCALE 


COPYRIGHT © 2000 BY DART AEROSPACE LTO 
PAS DOCUMENT 13 PRIVATE АКО CONFIDENTIAL AND ІЗ SUPPLIED Он THE EXPRESS CONDITION THAT I IS 
NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED ТО ANY OTMER PERSON WITHOUT 
WRIT TEM PERMISSION PROM DART AEROSPACE LTD. 
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agao 


сеф 


P 


a 


зов E £u 6 | 5 4 | 3 E | porta 


> 
P . 
R100.0 TRANSITION 
1 BETWEEN TAPERED 5 
Гр | SEE DETAIL L SECTIONS 88 5 
i : з З 
! - ос 2 
| 5 8 Е 
е > Т Ж x 5 $ = 
ы І І 
т М === \ ————— 
2.1942 5 2.250 STOCK 
2.240:005 2074205 2.234005 REF, G Boot- 
2.07405 SEE DETAIL М 1.0729 
TAPER UNIFORMLY FROM (оэ: 
5 2. [8 > 2234085 REF THROUGH TO 22727985 REF 824 А | E 
E RUNNING OFF PART б 
“| UNDER REVIEW 
= М E] : - 
г F bag TURNING DETAIL 
ОРУ» À DEO ATTACHED 
| ody 
р 
| А 2.272 "0000 
| 83 
i o 
| я Ф 
aon 
om 
8 2.240 Md T: 
B | | | 2.074 REF, в 
17 И LE ДЕРЕК рн ый ně TG! R100.0 
> 0.110 i REF 
30* X 0.300 DEEP ne Ene Ak МЕРУ >. 
CHAMFER 
— DETAIL М: 
R0.063 саз TAPER RUN-OFF 
NOT TO SCALE 
SEE DETAIL M 8% 
B44 y E 
DETAIL М: 
: ` CUFF TRANSITION і 7 
A MN LI оюы | 47 |  DARTAEROSPACELTD |, 
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PURPOSE; | 
REPLACE MAGNOBOND WITH PROSEAL. ' 


CHANGE: 


IS: 


БЕ Part Number ¡Description 
-141 | 


ЕБЕТ O A IRR 
| 9 | AR | PROSEAL 890 B-2 iSEALANT, AMS-S-8802 CLASS B-2 


WAS: | 
IGT сыы шышт у ТЛ 
ЫЫ MAGNOBOND 6398 


NOTE 12 8 15, SHEET 1 15 AMENDED AS FOLLOWS: 


‘ROCKWELL SPECIFICATION RBO-120-023 
{ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
¿TYPE Il, CLASS 2 ADHESIVE 


3: 


12) TO INSTALL D2891-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH MEK (OR EQUIVALENT). APPLY A 0.04” TO 0.07” 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 
SURFACE OF SUPPORT. | 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEAL 890 SEALANT HAS CURED FOR 72 HOURS. 


WAS: 


12) INSTALL D2891-1 SUPPORT USING 0.03" ТО 0.06" THICK LAYER OF MAGNOBOND 6398 PER OSI 015. 
LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT ¡AFTER TORQUING. 


COPYRIGHT O 2011 BY DART AEROSPACE LTD 
THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND (S SUPPLIEO ON THE EXPRESS CONDITION THAT [T I$ 
NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED ТО ANY, OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE 1.70. 


ee 


> 


| 


1 АЖ 


